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Abstractor JP 8142598 (A) 

PURPOSE: To provide a better design feeling with a 
similar metallic gloss to a part whose elongation is 
small for a molding of three-dimensional shape 
provided with a part whose elongation of the transfer 
foil is [arge. CONSTITUTfON; After a metallic thin 
film for preparing powder with hardened film, 
deposition or the like ta formed at another mold 
releasing type base material, and the second 
hardened film is formed as a metallic gloss layer in 
the mold releasing type base material 2 of the 
transfer foil, the metallic thin film rs pe^ed off 
together with both the hardened films, and metallic 
film powder ink layer 42 with elongation suitability by 
Ink with metallic gloss pigment obtained by grinding 
it is used. For a part whose elongation is smaiJ at the 
time of transfer^ a metalJIc fhrn film layer 41 by 
deposition or the like is formed partially.; For a part 
whose elongation is large, the metallic thin film 
powder ink layer is formed partially at a different part 
from the metallic thin film layer. 
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Applicant: Dainippon Printing Co. Ltd. 

Title of Invention 

Metallic Gloss Transfer Foil with Formability 

Detailed Explanation of Invention 

^ ^ ^ ^ ^ ^ ^ ^ 

Experimental example 1 

1. The formation of a mold releasing type base material 

2. The formation of a peeled layer and a hardened clear layer 
[0023] 3. The formation of a metallic thin film layer 

A water-soluble removal layer was formed in patterned 
shape by a gravure printing on the partial hardened clear layer 
■where a metallic thin film layer would not be disposed. An Al 
metallic thin film was formed by a vacuum vapor deposition 
method on the whole surface of the hardened clear layer 
including said metallic thin film layer undisposed part. By 
water washing treatment, the water-soluble removal layer and 
the Al metallic thin film thereon were removed. A metallic thin 
film layer was formed on the surface where metallic gloss would 
be needed. This metallic thin film layer corresponds "B" and "A" 
in Fig.3. 

Brief Explanation of Drawings 

5 
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[Brief Explanation of Drawings] 

Fig.l shows a longitudinal section view of one embodiment 
of a metallic gloss transfer foil with the inventive formability. 

Fig.2 shows a longitudinal section view of an example the 
transfer foil of Fig.l being transferred to a molding. 

Fig.3 shows a perspective view of the molding decorated by 
the metallic gloss transfer foil with the formability. 

Fig. 4 shows an explanation view of a production method of 
a metallic gloss pigment which can be used in metallic thin film 
powder ink. 

Reference Numbers 

^ ^ ^ ^ ^ ^ ^ ^ 

[Reference Numbers] 
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Metallic gloss transfer foil with formability 
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Mold releasing type base material 


21 


Base material film 
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Released layer 
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Peeled layer 
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Metallic gloss layer 


41 


Metallic thin film layer 


42 


Metallic thin film powder ink layer 
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Design layer 


6 


Adhesive layer 
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Hardened clear layer 


40 


Raw material film of metallic gloss pigment 



401 Base material film 

402 Hardened film layer 

403 Metallic thin film layer for powder 

6 



404 Second hardened film layer 

A Metallic gloss layer transferred and formed on a plane area 
B Metallic gloss layer transferred and formed on a quadric 
surface area 

C Metallic gloss layer formed on a part whose elongation is 
large of three-dimensional surface area 
P Molding base material 



7 



JP,08-142598,A RETAILED DESCRIPTION] 



Page 1 of 7 



* NOTICES * 

JPO and INPIT are not Jcespons±t>le for any 
damages caused by the use of this translation. 

LThis document has been translated by computer. So the translation may not reflect the original 
precisely. 

2,**** shows the word which can not be translated. 
3. In the drawings, any words are not translated. 



DETAILED DESCRIPTION 



[Detailed Description of the Invention] 
[0001] 

[Industrial Application]This invention relates to the transfer foil of the high design nature which can 
also give metallic luster especially to a portion with a deep diaphragm of mold goods with shaping 
simultaneous replica methods, such as an injection-molding simultaneous decorating method^ about 
transfer foil. 
[0002] 

[Description of the Prior Art] The decoration on the three-dimensional-shaped surface of mold goods 
is possible by lengthening transfer foU at the time of shaping in a shaping [ which transfer foil is 
widely used as a decoration means of mold goods^ and transfers simultaneously with especially 
shaping of mold goods conventionally ] simultaneous replica method. As such a shaping 
simultaneous replica method, there are an injection-molding simultaneous decorating method which 
preforms transfer foil with the metallic mold of injection molding, etc., a yne mold injection-molding 
simultaneous decorating method which fabricates transfer foil with the heat and pressure of meltiag 
resin at the time of injection molding without preforming, etc. In order to preform, the decoration on 
the surface of mold goods of the complicated three-dimensional cubic shape whose diaphragm is 
deeper than the latter is possible for especially the case of the former. And the metal thin film 
transfer foil etc. which have selectively a metallic thin film layer by the vacuum deposition of 
aluminum, etc, as a pattem are used that the high design nature of a feeling of metallic luster should 
be given. 
[0003] 

[Problem($) to be Solved by the InventionjHowever, if a metal thin film cannot be extended easily 
and elongation applies a metal thin fihn to a large portion at the time of shaping simultaneous 
transfer, i.e., shaping of transfer foil, a metal thin film — size — since the pattem of an exterior, a 
crack, cloudy weather, a white blush mark, and the shape of a rainbow, etc. arose as a result of 
various cracks' entering, the decoration of the metallic luster by a deposition thin film was limited to 
the design expressions limited to the portion with little elongation. When a metallic luster layer is 
formed as this solution using the ink which used metal thin film powder as paints instead of the 
metallic thin film layer, there is a feeling of metal of a temporary high design, but. Since a metal 
gloss surface was not a gloss film by the field which followed the whole surface smoothly, there was 
some feeling of cloudy weather compared with a metallic thin film layer, and there was a problem 
with a large operating area that it was conspicuous and design nature fell, 

[0004]Then, in the transfer foil of this invention, it is providing the metallic luster transfer foil which 
has a moldability which the above-mentioned problem's is solved, and it is comfortable also in the 
large place of the elongation at the time of transfer, and can give metallic luster. 
[0005] 

[Means for Solving the Problem]Then, metallic luster transfer foil which has the moldability of this 
invention. On one side of a mold-release characteristic substrate, are a metallic luster layer the 
transfer foil which it has, and this metallic luster layer, a cured film layer top on a resin film ~ 
powder public funds, after forming a group thin film layer and the 2nd cured film layer in order, A 
metallic thin film layer for powder is exfoliated from a resin fihn with a cured film layer and the 2nd 
cured film layer which pinch the layer concerned, and it constitutes from a metal thin film powder 
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ink layer formed in metal thin film powder ink which has the metal thin film powder produced by 
grinding it. In metallic luster transfer foil which has the above-mentioned moldabiHty, a metallic 
luster layer is also constituted with a metal thin film powder ink layer formed selectively and a 
metallic thin film layer selectively formed in a different portion from this metal thin film powder ink 
layer. In metallic luster transfer foil which has the above-mentioned moldability, it also has 
composition which has a hardening hyaline layer in the mold-release characteristic substrate side 
directly under a metallic thin film layer* In metallic luster transfer foil which has the above- 
mentioned moldability, it is also the composition selectively formed in a portion fi*om which a metal 
thin film powder ink layer and elongation become a portion from which elongation of transfer foil at 
the time of molding will be not less than 1 0% with less than 1 0% as a metallic thin film layer, 
[0006]Hereafter, metallic luster transfer foil which has the moldability of this invention is explained 
in Ml detail, referring to drawings. Drawing 1 is drawing of longitudinal section showing one 
example of metallic luster transfer foil which has the moldability of this invention. In the figure, the 
metallic luster transfer foil 1 which has a moldability. The stratum disjunctum 3 and the hardening 
hyaline layer 7 are formed in one side (it is a downward field with the figure) of the mold-release 
characteristic substrate 2, A metallic luster layer is selectively formed in a field of the hardening 
hyaline layer 7, a place is divided, respectively, the metallic thin film layer 41 and the metal thin film 
powder ink layer 42 are selectively formed in pattem state, and the pattem layer 5 and the adhesive s 
layer 6 are formed further Three or less stratum disjunctum separates from the mold-release 
characteristic substrate 2 as a transfer layer, and carries out the transfer shift of the time of transfer at 
a transferred object. And drawin g 2 i s drawing of longitudinal section showing an example of a mold 
decorating article in which it is obtained after transferring to the mold-goods substrate P which has a 
transferred side where transfer foil is lengthened in a part of a curved surface etc. at the time of 
shaping in metallic luster transfer foil which has a moldability shown in dr awing 1 . Like drawing 2 . 
the metal thin film powder ink layer 42 is transferred by portion with small elongation at a portion 
(comer part of right and left [ figure / the ]) with large elongation of transfer foil so that the metallic 
thin film layer 41 may correspond in position. As metallic luster transfer foil which has the 
moldability of this invention, the stratum disjunctum 3, the pattem layer 5, and the adhesives layer 6 
are usually followed on the mold-release characteristic substrate 2 in this way in addition to metallic 
thin film layer 41 and metal thin film powder ink layer 42. 

[0007]As the mold-release characteristic substrate 2, for example Polyethylene terephthalate, 
polybutylene terephthalate. Polyester resin, such as a copolymer of polyethylene terephthalate 
isophthalate, Polyolefin resin, such as polyethylene, polypropylene, and a polymethylpentene. 
Polyvinyl fluoride, polyvinylidene fluoride, poly ethylene tetrafluoride, Fluororesin, such as an 
ethylene-ethylene tetrafluoride copolymer, 6-nylon, Polyamide resin, such as 6,6-nyIon, polyvinyl 
chloride, a polyvinyl chloride acetate copolymer. An ethylene-vinylacetate copolymer, an ethylene- 
vinylalcohol copolymer, Vinyl polymerization objects, such as polyvinyl alcohol and vinylon, 
cellulose triacetate. Cellulose type resin, such as cellophane, poly methyl methacrylate, ethyl 
polymethacryiate, A film etc. which consist of uni-layer body of a film [ synthetic resins, such as 
acrylic resin, such as ethyl polyacrylate and polybutyl acrylate, polystyrene, polycarbonate, and 
polyaiylate, are independent, or ] using plurality or two or more layered products of this film can be 
used. Especially, a polyethylene terephthalate film is common. Thickness is usually about 12-100 
micrometers, 

[0008] Although the mold-release characteristic substrate 2 may use independently a film which 
consists of the above-mentioned resin, it is a meaning which adjusts a mold-release characteristic 
with a transfer layer, and it is common to give the releasing layer 22 on it by using this film as the 
base film 21. As the releasing layer 22, fluororesin, various waxes, silicone resin, etc. A publicly 
known vehicle. For example, apply paints, such as a paint added to acrylic resin, cellulose type resin, 
and vinyl system resin, and acrylic resin of ionizing radiation hardenability, or. Or the extrusion coat 
of resin of a mold-release characteristic, for example, fluororesin, silicone resin, the polyolefin resin, 
etc. is carried out, and they are formed. In transfer foil used for shaping simultaneous transfer like 
this invention. From points to heat and pressure at the time of transfer, such as heat resistance, as 
thermosetting resin, an acrylic resin. What applied and carried out curing formation of the paint 
which added release agents, such as silicone, fluorine system resin, and paraffin, to melamine resin. 
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an epoxy resin, epoxy-melamine resin, urethane resin, polyester resin, an amino alkyd resin, etc* if 
needed is preferred. 

[0009]As for the stratum disjunctum 3, it is common for after transfer to serve as the outermost layer 
of a transfer layer, to protect the surface^ and to usually provide. What is necessary is just to form as 
the stratum disjunctum 3, with spreading or a printing method of coating liquid of pubhcly known 
materials, such as thermosetting resin and ionizing radiation hardening resin, or ink, thermoplastics 
and in requiring surface abrasion-proof nature, chemical resistance, resistance to contamination, etc. 
especially. Thickness of the stratum disjunctum 3 is usually about 0.1-10 micrometers. 
[0010] As the above-mentioned thermoplastics, for example Ethyl cellulose, a cellulose nitrate, 
Cellulosics, such as cellulose acetate, ethyl hydroxy ethyl cellulose, and cellulose acetate propionate, 
Styrene resin, such as polystyrene, Polly alpha-methylstyrene, and a styrene copolymer. Poly methyl 
methacrylate, ethyl polymethacrylate, ethyl polyacrylate. Acrylic resins, such as poly butyl acrylate, 
poly salt vinyl, polyvinyl acetate. Polyvinyl resin, such as a polyvinyl chloride acetate copolymer 
and a polyvinyl butyral, A natural resin or synthetic resins, such as rosin derivatives, such as rosin, 
rosin denaturation maleic acid resin, rosin modified phenolic resin, polymerization rosin, and rosin 
ester, coumarone resin, vinyltoluene resin, and poly amide resin, etc. are mentioned. As thermosetting 
resin, for example Phenol resin, urea resin, Silicone resin, such as diallyl phthalate resin, melamine 
resin, guanamine resin, imsaturated polyester resin, poly UTAREN resin, an epoxy resin, an amino 
alkyd resin, a melamine urea copolycondensation resin, and a polysiloxane, etc. are mentioned. To 
these, hardening agents, such as a cross linking agent and a polymerization initiator, and a 
polymerization accelerator are used together if needed. As ionizing radiation hardening resin, resin 
obtained by polyfUnctional oligomer, such as urethane acrylate, epoxy acrylate, and acrylic acrylate, 
a monofimctional monomer of polymerization nature, polyfUnctional monomer, etc. is used. 
[001 l]Since the metallic thin film layer 41 as the metallic luster layer 4 is a thin film formed by 
metal deposition, sputtering, ion plating, etc., it tends to obtain a feeling of high gloss, but since there 
is no elongation at the time of molding transfer, elongation mainly uses it for a portion used as less 
than 1 0%. As metal which forms the metallic thin film layer 4 1 , they are metal, such as aluminum, 
chromium, nickel, cobalt, copper, gold, silver, tin, zinc, brass, and stainless steel, an alloy, a metallic 
oxide, etc., for example. 200-800 A of thickness is usually 400-600A preferably. In order to form the 
metallic thin film layer 41 selectively. After that, with water, an alkaline aqueous solution, etc., 
provided a water-soluble elimination layer which becomes a garbage from water soluble resin, such 
as polyvinyl alcohol, first by printing etc., and also form a metal thin film by vacuum evaporation 
etc, all over from, rinse, and with a water-soluble elimination layer. A regist layer is formed on a 
method of removing a metal thin film on it, or a portion which forms a metal thin film by vacuum 
evaporation etc. all over a substrate, leaves this metal thin film, and has necessity, and it forms after 
that by a way etching fluid, such as acid and alkali, removes a metal thin film of a garbage. 
[0012]It is the layer which was formed in ink which added a metallic luster pigment which carried 
out disintegration of what formed a metal thin film by vacuum evaporation etc. (on another 
substrate) beforehand as the metal thin film powder ink layer 42 as the metallic luster layer 4 and 
which has metallic luster of metallic thin film layer 41 resemblance. As such a metallic luster 
pigment, as shown in drawing 4 , the cured film layer 402 is formed in the base film 401, The 
material same moreover as the above-mentioned metallic thin film layer 41, a thing suitably chosen 
from a method, for example, alviminum, nickel, chromium, etc. — vacuum deposition, sputtering, etc. 
— powder — public funds — the group thin film layer 403, [ form and ] Furthermore, a thing in which 
the 2nd cured film layer 404 was formed on it is used as the metallic luster pigment raw-material 
film 40, From this, after the cured film layer 402 and the 2nd cured film layer 404 have pinched the 
metallic thin film layer 403 for powder, it exfoliates from the base film 401, and it is obtained by 
pulverizing peeled material to particle diameter desirable as paints by a roll mill etc. 
[0013]\Vhat has the base film [ be / the same as that of the base films 21, such as polyester film, / it 
for example, ] 401 is used. As for the cured film layer 402 and the 2nd cured film layer 404, it is 
preferred that it is hard so that it may be easy to grind, and fhey can use urethane resin, an epoxy 
resin, melamine resin, amino resin, etc. which are hardening resin. It is enough if the thickness of 
these coats is about 1 micrometer, respectively. If these cured film layer is colored with blue etc., a 
glossy sense which colored a metallic luster pigment obtained can be given. The particle diameter of 
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such a metallic luster pigment should just be particle diameter of a grade which trouble does not 
cause to forming a metal thin film powder ink layer by print processes, such as gravure printing and 
silk screen printing. For example, it is about 1-200 micrometers, if particle diameter is too fine, a 
feeling of metallic luster will fall, and if particle diameter is too large, paints fitness when it 
distributes in ink will fall. 

[OOMjThus, a metallic luster pigment which carried out disintegration of the obtained metal thin film 
is mixed to a publicly known vehicle, metal thin film powder ink is adjusted, it prints on the whole 
surface or a partial target at pattem state according to a design design of which this is required, and a 
metal thin film powder ink layer is formed. which can use as a vehicle resin etc, which were 
described above as resin for formation of stratum disjvinctum, such as VCM/PVC vinyl acetate resin, 
urethane resin, and polyester resin. Although a printing method should just be based on gravure 
printing, silk screen printing, offset printing, etc., in respect of expression of a feeling of a high 
design, its silk screen printing which can be printed thickly is desirable. About 0.5-200 micrometers 
is preferred, thickness of a metal thin fikn powder ink layer has few glossy senses, and if 200 
micrometers is exceeded conversely, an effect of a glossy sense will be saturated with less than 0.5 
micrometer, it will take ink superfluously to it, and it will serve as a high cost by it. 
[0015]The proper use is important for the metallic thin film layer 41 and the metal thin film powder 
ink layer 42 as the metallic luster layer 4. Although it tends to obtain a feeling of high gloss, since 
the metallic thin film layer 41 does not follow elongation at the time of a transfer form, it is good for 
elongation to use it for less than 10% of portion. When especially elongation is not less than 15%, an 
effect shared with the metal thin film powder ink layer 42 is remarkable. The metal thin film powder 
ink layer 42 is extended for the state where a metallic luster pigment which was described above 
distributed in an ink layer which consists of resin, and has fitness, and there is little generating of a 
crack, a white blush mark, etc. as compared with the metallic thin film layer 41, However, since it is 
inferior compared with the metallic thin film layer 4 1 in design, use is used for a portion with 
elongation at the time of a transfer form. 

[00 16] When forming the metallic thin film layer 41, it is preferred as a foundation layer to form the 
hardening hyaline layer 7. The hardening hyaline layer 7 is formed especially to the metallic thin 
film layer 41, and softening modification of a layer which adjoins the layer concerned with heat and 
pressure at the time of shaping prevents what is called generating of "bum" fi'om which a glossy 
sense changes by the metallic thin film layer 41 and detailed concavo-convex generating. As such a 
hardening hyaline layer 7, as hardening resin, coating of the paints, such as thermosetting resin, such 
as melamine resin, urethane resin, and an epoxy resin, and ionizing radiation hardening resin, such as 
acrylate system resin, is carried out, and they are formed. When forming the hardening hyaline layer 
7, if it provides in a ground portion of the metallic thin film layer 41 at least, it is enough, but it is a 
manufacturing point by a coating method, and you may provide all over transfer foiL As for 
thickness of a hardening hyaline layer, about 0.5-2 micrometers 0.2-3-micrometer are usually 
preferably good. 

[0017]Even if the pattem layer 5 laps suitably if needed so that it may lap in neither the metallic thin 
film layer 41 nor the metal thin fihn powder ink layer 42 or, it is provided in the surface side in the 
state after transfer rather than these metallic luster layers 4. The pattern layer 5 forms publicly 
known ijok, i.e., ink which mixed colorant, such as paints and a color, an extender, material, 
stabihzer, a plasticizer, a catalyst, a hardening agent, etc, if needed to a vehicle, by a publicly known 
printing means. As a vehicle, resin etc. which were listed to the stratum disjunctum 3 mentioned 
above can be used. According to the same printing method as formation of a metal thin film powder 
ink layer, the formation of a pattem layer can perform an abbreviation of a routing counter, if it 
provides simultaneously. Although whichever may be sufficient as a context with that of a formation 
process of a pattem layer, and a formation process of a metallic thin fihn layer, there is no influence 
in a manufacturing process of a metallic thin film layer to which the bottom of a vacuum is usually 
performed for a direction in which a pattem layer was formed behind, and it tends to obtain a glossy 
sense of a metallic thin film layer. 

[00 18] Although the adhesives layer 6 needs to provide at the time in case a layer exposed to a 
transfer face of transfer foil does not have a heat adhesive property, for example like the metallic thin 
film layer 41, a layer to expose has a heat adhesive property in heat-and-pressure conditions at the 
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time of transfer moldmg, and if adhesion after transfer, etc. are enough^ it can also omit it. As such 
an adhesives layer, thermal adhesives are used and For example^ acrylic resin, Thermoplastics, such 
as vinyl acetate resin, a polyvinyl chloride acetate copolymer, polyvinyl butyral resin, polystyrene 
resin, and polyamide resin. Or rubber system resin, such as polyisoprene rubber^ polyisobutyl rubber, 
styrene butadiene rubber, and acrylonitrile butadiene rubber, etc. are mentioned. An adhesives layer 
is formed witii a publicly knovm coating method in the above-mentioned resin, and thickness is 
usually about 0.5-10 micrometers, 

[001 9] Although metallic luster transfer foil which has the moldability of this invention consists of 
the above composition, as conventional technology was described as the use, it is widely applicable 
to a shaping simultaneous replica method transferred simultaneously with injection molding of mold 
goods irrespective of preheating of transfer foil, or existence of preforming. It is effectively 
applicable to methods by which it faces manufacturing a mold decorating article, and transfer foil is 
lengthened combining shaping of transfer foil, and shaping of resin irrespective of the order or 
simultaneous relations, such as not only injection molding but the method of transferring at the time 
of notes formation type. 
[0020] 

[Function]In order to use the metal thin film powder ink layer which has the metallic luster pigment 
obtained by the specific process as a metallic luster layer according to the metallic luster transfer foil 
which has the moldability of this invention, the feeling of metallic luster which shaping transfer of 
the transfer foil was carried out, and was excellent since there were few falls of now 
********** is held. Since there are few falls of metallic luster even if a metal thin film powder ink 
layer is lengthened when shaping transfer is carried out and transfer foil is lengthened when two 
kinds of metallic luster layers of such a metal thin film powder ink layer and a metallic thin film 
layer are provided, the outstanding feeling of metallic luster is held. If the hardening hyaline layer is 
formed in the ground which forms a metallic thin film layer, a feeling of metallic luster of a metallic 
thin film layer is maintainable with high quality at the time of shaping transfer. And when the 
elongation of transfer foil applies the former to not less than 10% of portion and applies the latter to 
less than 10% of portion, such a metal thin film powder ink layer and a metallic thin film layer. In a 
feeling of metallic luster of the mold decorating article of the three-dimensional shape obtained, 
sense of incongruity is lost in the portion of a metal thin film powder ink layer and a metallic thin 
film layer. 
[0021] 
[Example] 
«Example 1» 

1 . To the creation polyethylene terephthalate film fToray Industries, Inc. make T-60 #50 and 50 

micrometers an thickness) of a mold-release characteristic substrate . Epoxy melamine resm (made by 
Dainippon Ink & Chemicals, Inc.) was burned for 20 seconds at 170 ** after spreading by the 
gravure coating method, and it was considered as the mold-release characteristic substrate as a 

releasing layer of 03 g/m^ (it is the same as that of coverage and the following at the time of 
desiccation). 

[QQ22] 2. On the releasing layer of the formation above-mentioned mold-release characteristic 

substrate of stratum disjunctum and a hardening hyaline layer , the stratum disjunctum of 1 g/m was 
provided by acrylic resin system exfoliation ink (made in Showa, Inc. Industrial Place) HAKURI 46- 

7, and the hardening hyaline layer of 1 g/m^ was further provided by 2 liquid hardening type 
urethane system resin on this. These carried out spreading formation by the gravure coating method, 
[0023] 3. On the hardening hyaline layer of the formation above of a metal lic thin film layer , the 
metallic thin film layer formed and ranked rinsing primer ink (made in Showa, Inc. Industrial Place) 
second to an unnecessary portion by gravure printing in the water-soluble elimination layer in the 
shape of Batang, and formed the metal thin film of aluminum in the whole surface with the vacuum 
deposition method including an it top. Then, by performing rinsing treatment, the water-soluble 
elimination layer was removed with the metal thin film on it, and the metallic thin film layer was 
formed in the necessary part of metallic luster. This metallic thin film layer was taken as the 
quadratic surface (B portion of drawing 3) of mold goods, and the portion equivalent to a flat part (A 
portion of drawing 3) . 
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rOQ24] 4> Silk scree n printing of the metal thin film powder powder ink (made by Dainippon Ink & 
Chemicals, Inc.) by the metallic luster pigment obtained by vacuum evaporation of aluminum is 
• carried out to the formation [ of a metal thin film powder ink layer j, next treated surface side of the 
above-mentioned film. The metal thin film powder ink layer was formed in a different place from 

said metallic thin film layer at pattern state at the thickness of 6 g/m-^. Transfer foil used formed parts 

as the portion equivalent to the tliree-dimensional curved surface part (C portion of drawing 3 ) 
extended not less than 1 0% at the time of molding. 

[0025] 5, As a formation pattem layer of a pattern layer and an adhesives layer , it formed in the 

thickness of 2g[/m ] ^ in gravure printing in acrylic resin ink (Showa, Inc. Industrial Place GG). 

Subsequently, the adhesives layer of 1 g/m^ was formed in gravure printing all over the treated 
surface in VCM/PVC vinyl acetate system ink (Showa, Inc, Industrial Place PVHS). In this way, the 
metallic luster transfer foil which has the moldability of this invention was obtained. 
[QQ26J 6. 100 mm long as shown in shaping simultaneous transfer fperfonnance evaluation test) 
drawing 3 of transfer foil The side of 100 mm, and 20 mm in height. Shaping simultaneous transfer 
according the metallic luster transfer foil which has the moldability of this invention obtained above 
all over the outside surface of the synthetic resin molded article of the spherical surface shape of the 
curvature radius 2 OR of the comer of four comers to an injection-molding simultaneous decorating 
method (preforming using preheating and the injection molding die of transfer foil is performed) was 
performed, and the performance was evaluated. Ejection resin was used as AS (acrylonitrile styrene) 
resin ( SUTAI rack 767 by Asahi Chemical Industry Co., Ltd.), and injection molding conditions 
were made into molding temperature [ of 220 ** ], and cycle time 8 seconds. 
[0027]«Comparative example 1» In Example 1, all metallic luster layers were formed by the 
metallic thin film layer^ and also it was considered as the metallic luster transfer foil of the 
comparative example 1 like Example 1 . 

[0028]«Comparative example 2» In Example I, all metallic luster layers were formed by the 
metal thin film powder ink layer, and also it was considered as the metallic luster transfer foil of the 
comparative example 2 like Example 1 . 

[0029]The quality assessment result of a feeling of a design of the metallic luster of a metallic luster 
layer in shaping simultaneous transfer of an example and a comparative example is shown in Table 
1. 

[0030] 

[Table 1] 
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[0031] 

[Effect of the Invention] Since the metallic luster transfer foil of this invention is constituted as 

explained above. In using it for the shaping simultaneous transfer to the mold goods of the three- 
dimensional shape where a diaphragm is deep, Although it is a little inferior to the portion which is 
not lengthened, similar metallic luster can also be given to the portion by which transfer foil is 
lengthened, the mold goods of the solid excellent in a feeling of a design which has metallic luster 
similar to both the small portion of elongation and the large portion of elongation are obtained, and 
the flexibility of design expressions increases. 
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